a 


l Work Order ID 58490 
May 7, 2010 1:44:18 PM 


Page I 


Item ID: 
Revision ID: 


D205-634-041 


Item Name: Replacement Skidtube 


Start Date: 07/05/2010 
Required Date: 20/05/2010 


Start Qty: 1.00 
Req'd Qty: 1.00 


Accept 


GAV see sene LA 


eee JA 
NA 
AA 


Cust Item ID: 
Customer: 


Reference: 
: Run Ser TAU 
Approvals: Process Plan: Z Date ASO Tooling: £ Date: 
Sto 
QC: Date: SPC (Y/N): Date: > JA 
Sequence ID/ Operation Set Up/ Draw Draw Plan Accept Reject Reject _ Insp. 
Work Center ID Description Run Hours Number Rev. Code Qty Qty Number Stamp 
| Draw Nbr Revision Nbr : l 
, D2580 Rev D 
100 
DOCUMENT CONTROL 


LUU 


Document Control 


Memo 


110 
AN 
CNC Bend I 


CNC Delta 100 Bender 


Memo 


Photocopy D205-634 bluefile & type labels per PPP D205-634-041 CHGOO2 


0.00 l TEREN Ge 
0.00 UTG EN 


0.00 


BENDING MACHINE - SKIDTUBES 


0.00 ` | ) EG j 
1-Bend as per program D2580.C on CNC Bender and Folio FT009 eae i f 


2-Cut tubes as per Dwg. D2580 


ert 


Dart Aerospace Ltd 


WORK ORDER CHANGES 
PROCEDURE CHANGE 


Approval 
By Qty | Chief Eng/ 
Prod Mgr 


Part No: PAR tt: Fault Category: NCR: Yes No DQA: Date: 
Resolution: Disposition: QA: N/C Closed: Date: 
WORK ORDER NON-CONFORMANCE (NCR) 


Corrective Action Section B 


Action Description 
Chief Eng 


H:\fFORMS\Quality Assurance\approved QA\NCRWO RevE 


x ind 
Approval 
QC inspector 


© 


Work Order ID 58490 
May 7, 2010 1:44:18 PM 


Page 2 


Hem ID: D205-634-041 Accept LT see seee OA 
Revision ID: 
Item Name: Replacement Skidtube stop HØNA 
Start Date: 07/05/2010 Start Qty: 1.00 HI Cust Item ID: 
Required Date: 20/05/2010 Req'd Qty: 1.00 HL Customer: 
Reference: 
i Run Stare JAN 
Approvals: Process Plan: Date: Tooling: Date: 
QC: Date: SPC (Y/N): Date: =e I ll | | lll 
Sequence ID/ Operation Set Up/ Draw Draw Plan Accept Reject Reject Insp. 
Work Center ID Description Run Hours Number Rev. Code Qty Qty Number Stamp 
120 0.00 
VAA OTN N 
Skidtubes Memo 0.00 
Skidtubes l- Deburr ends 
2- C'sink holes as per dwg without cutting fluid 
— 
3- Prepare tube for welding, remove alodine as required. O — 5 — A 2 
4- Scribe batch number insied aft end of tube. 
130 : QC5- Inspect part completeness to step on W/O 0.00 1 
HAND | J BESO dk 
QC Memo 0.00 


Quality Control 


$y 


Dart OE Ltd 


Part No: PAR #: 


Resolution: 


| 
DATE |STEP Description of NC 
Section A 
7 


\ 


NOTE: Date & initial all entries 


H:\fEORMS\Quality Assurance\approved QA\NCRWO RevE 


WORK ORDER NON-CONFORMANCE (NCR) 


WORK ORDER CHANGES 


Approval T Approval 
9 OC Inspector 


Fault Category: NCR: Yes No DOA: Date: 
Disposition: QA: N/C Closed: Date: 


Corrective ection - Speen B Verification | Approval Approval 
Initial Action Description Sign & Section C Chief Eng | QC Inspector 
Chief Eng Chief Eng Date 


ne 
* 


Work Order ID AGA Page 3 
May 7, 2010 1:44:18 PM, 
oom Pn ee VLERK serve seaee VM 
Revision ID: 
Item Name: Replacement Skdtube sop HMM TAD IN 
Start Date: Start Qty: 1.00 NA Cust Item ID: 
Required Date: 20/05/2010 Req'd Qty: 1.00 al Customer: 
Reference: 

| Run Stare HAMN 
Approvals: Process Plan: Date: Tooling: Date: 

Date: SPC (Y/N): Date: ae HALL 

Sequence ID/ Operation Set Up/ Draw Draw Plan Accept Reject Reject Insp. 
Work Center ID Description Run Hours Number Rev. Code Qty Qty Number Stamp 
140 0.00 
AA 
Skidtubes Memo 0.004 - : 
Skidtubes 


1-Weld step D2576 as per Dwg. D2580 and QSI 0 Ny, fis 
A/ROCG Aluminum Rod ; BE ZD DIR 


2-Prep per QSI 005 and weld crossbolt spacers D2579 as per Dwg. D2580, QSI 


004. 
For D2579 spacers, weld one side, pass 3/8" drill, weld other side, pass 3/8" drill 
AROOO Aluminum Rod 0 


FE 19/09 1A 


3-Grind welds as per Dwg D2580 Grind flush ridge made from bending 


4-Driil holes for wearplates using DT 8217 & DT8937 Open holes to 19/64", ~w 
adjust stopper not to hit web.Deburr 


| 
5-Counterbore crossbolt spacers to 7/16" ID x 1.0" deep as per Dwg D2580. 
Deburr holes hj jy 


6-Drill pilot holes for aft cap using DT 8215Open holes to 0.208". Deburr 


7-Drill pilot holes for Tow ring using DT8091, open to .640"and Deburr 


Dart Aerospace Ltd 


WORK ORDER CHANGES 


DATE | STEP 


Resolution: 


Approval 
PROCEDURE CHANGE Qty | Chief Eng / APPS, 
Prod Mgr nspector 


PAR #: Fault Category: l NCR: Yes No DQA: Date: 


Disposition: QA: N/C Closed: Date: 


NOTE: Date & initial all entries 


WORK ORDER NON-CONFORMANCE (NCR) 


Corrective Action Section B 


H:WFORMS\Quality Assurancelapproved QANCRWO RevE 


Work Order ID 58490. AAI O T Page 4 


May 7, 2010 1:44:18 PM 


eee. MR io AR sv se (LA 


Revision ID: 


Item Name: Replacement Skidtube aa IN 
Start Date: 07/05/2010 Start Qty: 1.00 ll ll Cust Item ID: 
Required Date: 20/05/2010 Req'd Qty: 1.00 HH ll Customer: 
Reference: 
| Run Stare (HUAN 

Approvals: Process Plan: Date: Tooling: Date: 

Qc: Date: SPC (YIN): Date ar 
Seguence ID/ Operation Set Up/ Draw Draw Plan Accept Reject Reject Insp. 
Work Center ID Description Run Hours Number Rev. Code Qty Qty Number Stamp 
150 QC10- Inspect visual per QSI004- ground welds 0.00 
AG 0 oe aS 
Quality Control i aa. 

N PL, 

160 QC5- Inspect part completeness to step on W/O 0.00 
MANO OA ` los (3 -Q 
Qe Memo 0.00 
Quality Control 
170 Pressure Wash per QSI005 4.3 0.00 
KANON 


HandFinish Memo 0.00 


Hand Finishing Re-alodine tube as per QSI 005 section 4.1.2.1 do not acid etch and leave fwd LE AES - / 
cap out of solution. ; A 


Dart Aerospace Ltd 


WORK ORDER CHANGES 


: 
Approval 
DATE | STEP PROCEDURE CHANGE ey Chief Eng / Approval 


Prod Mar QC Inspector 


Part No: PAR #: Fault Category: NCR: Yes No DQA: Date: 
Resolution: Disposition: QA: N/C Closed: Date: 


H:\fFORMS\Quality Assurancelapproved QANCRWO RevE 


, 


Work Order ID 58490 
May 7, 2010 1:44:18 PM 


Page 5 _ 


Item ID: 


Setup start JH 


a aca CANINA AAA A 
Revision ID: 
Item Name: — Replacement Skidube ser HHV 
Start Date: 07/05/2010 Start Qty: 1.00 HH Cust Item ID: 
Required Date: 20/05/2010 Req'd Qty: 1.00 (A A Customer: 
Reference: 
| Run Store JAN 
Approvals: Process Plan: Date: Tooling: Date: 
Qc: Date: SPC (Y/N): Date: “PTA 
Sequence ID/ Operation Set Up/ Draw Draw Plan Accept Reject Reject Insp. 
Work Center ID Description Run Hours Number Rev. Code Qty Qty Number Stamp 
180 White Gloss(Ref:4.3.5.1) per QSI005 4.3-Alum 0.00 u 
TT MI 202 DIM tole! i Lø | 
Powdercoat Memo 0.00 
Powder Coating START TIME: 10: 300 ~ ` z 
OVEN TEMPERATURE: g 26 Y S 
FINISH TIME: KOOR 
190 QC3- Inspect Part Finish 0.00 
gn N B MBR ERG 


Ouality Control 


Dart Aerospace Ltd 


WORK ORDER CHANGES 
Eco pom per 
DATE | STEP PROCEDURE CHANGE Chief Eng / 


Prod Mar QC Inspector 


Part No: PAR #: Fault Category: NCR: Yes No DQA: Date: 
Resolution: Disposition: QA: N/C Closed: Date: 
WORK ORDER NON-CONFORMANCE (NCR) 


ae Corrective Action Section B ia e l 
Description of NC — - Ee - Verification | Approval | Approval 
DATE | STEP Section A Initial Action Description Sign & Section C Chief Eng | QC Inspector 
Chief Eng Chief Eng Date 


NOTE: Date & initial all entries 


H:\fFORMS\Quality Assurance\approved QA\NCRWO RevE 


+ 


Work Order ID 58490 AO | Page 6 


May 7, 2010 1:44:18 PM 


ek Oren oe GA see. stare AA 


Revision ID: 


Item Name: — Replacement Skidtube seep HON 
Start Date: — 07/05/2010 — Start Qty: 1.00 HAND Cust Item ID: 
Required Date: 20/05/2010 Req'd Qty: 1.00 HM Customer: 
Reference: : 
Ron Stare NAV 

Approvals: Process Plan: _ Date: Tooling: Date: 

ac: Date: — SPC (WIN): Date: TN 
Sequence ID/ Operation Set Up/ Draw Draw Plan Accept Reject Reject Insp. 
Work Center ID Description Run Hours Number Rev. Code Qty Qty Number Stamp 
200 0.00 
nan = å am 10-05 og d 


Hand Finishing 
1-Install inserts & wearplates & Gaskets as per Dwg. D2580. Use a drop of 
Sikaflex on insert holes before installing wearplates 


A/R ODO Sikaflex-291 OA VIMO 
Sikaflex expire date: / O- C$ 


2-Coat D2594-3 O' rings with Petroleum Jelly and install on D2594-1 plugs as 
per Dwg D2580 


3-Inspect for foreign object per QSI 024 ji 
4-Install 2855 Aft Cap as per Dwg D2580 and seal Fwd Step & Aft Cap with 4 på Q- Ss P D ` 
Sikaflex. Clean excess adhesive j 


AR OO Sikaflex-291 112 VY 
Sikaflex expire date: /@ mg 


5-Wing Walk as per Dwg D2580 and QSI 005 4.4 
Batch: l A 


Dart Aerospace Ltd 
WORK ORDER CHANGES 


Approval 
Prod Mgr nspector 


Part No: PAR #: Fault Category: NCR: Yes No DQA: Date: 


Resolution: Disposition: QA: NIC Closed: Date: 
WORK ORDER NON-CONFORMANCE (NCR) 


Description of NC — Gorrecuve ection - Se 8 - Verification | Approval | Approval 
Section A Initial Action Description Sign & Section C Chief Eng | QC Inspector 
Chief Eng Chief Eng Date 


NOTE: Date & initial all entries 


HA\fFORMS\Quality Assurance\approved QA\NCRWO RevE 


Work Order ID 58490 
May 7, 2010 1:44:18 PM 


Page 7 


lal PR Aa NAA seen seere FA 
Revision ID: 
Item Name: Replacement Skidtube stop THI INUIT 
Start Date: 07/05/2010 Start Qty: 1.00 tll NN Cust Item ID: 
Required Date: 20/05/2010 Req'd Qty: 1.00 N HV Customer: 
Reference: 
Run Store JADA 
Approvals: Process Plan: Date: Tooling: Date: 
Qc: Date: SPC (Y/N): - Date: Soe HANNU 
Sequence ID/ Operation Set Up/ Draw Draw Plan Accept Reject Reject Insp. 
Work Center ID Description Run Hours Number Rev. Code Qty Qty Number Stamp 
210 QC5- Inspect part completeness to step on W/O 0.00 
VANN Ç lost GO 
QC ham 0.00 OWNOT EE EE 
Quality Control Inspect Aft Cap, Fwd Step and Wing Walk of work to Current Step Inspect for 
Foreign objects per QSI 024 
220 0.00 
KN Feel SPILL 7 
Packaging Memo 0.00 
Packaging Identify and pack for shipping as per PPPD205-634-041 
Location: 
PPP Rev: 


G552 
230 QC21- Final Inspection - Work Order Release 0.00 


IN 


Quality Control 


Memo 0.00 


Dart Aerospace Ltd 


+ 


WORK ORDER CHANGES 


Approval 
Resolution: Disposition: QA: N/C Closed: Date: 
WORK ORDER NON-CONFORMANCE (NCR) 


Part No: PAR #: Fault Category: NCR: Yes No DQA: Date: 
Nr Corrective Action Section B Pate 
Description of NC — å — - Verification | Approval | Approval 
Chief Eng Chief Eng Date 


NOTE: Date & initial all entries 


H:\fFORMS\Quality Assurancelapproved QA\NCRWO RevE 


` Picklist Print 
May 7, 2010 1:44:22 PM 


Page I 


NC AA 
N rr T 


Work Order ID: 58490 
D205-634-04 I 
Replacement Skidtube 


Parent Item: 


Parent Item Name: 


Start Date: 07/05/2010 


E 


Required Date: 20/05/2010 


Comments: IPP Rev:NO02.08.280FP was QCS in Step 27; Added QC5 to Step 300KJ Start Qty: 1.00 Required Qty: 1.00 
IPPRevP 10.02.19 per PAR09-043 EC verified by:DD 
IPP Rev.O 06.02.28 Added paperwork EC 
IPP Rev:P 07-07-09 SS Wearplates & Gaskets JLM 
D2580-1 Manufactured No 110 Each 9.0000 1 
AA HAN 
205 Skidtube bent detail 
Location Loc Qty Loc Code 
LG 9 
KBE må | Wo -SZZ 
B 57902 I 
57938 2 
58090 2 
58112 2 
D2576-3 Manufactured No 140 Each 110.0000 l 
AGA TNT HAN _ 
Step (maching detail) 
Location Loc Oty Loc Code 
LG 110 
46661 62 o L BE PG 
52215 48 
D2579 Manufactured No 140 Each 193.0000 20 
NAG A HNL 
Crossbolt Spacer 
Location Loc Qty Loc Code 
LG 193 
ae 190 AO BE 13%. Sa 


Dart Aerospace Ltd 


WORK ORDER CHANGES 


DATE | STEP 


NOTE: Date & initial all entries 


H:\fFFORMS\Quality Assurance\approved QA\NCRWO RevE _ 


Approval 
PROCEDURE CHANGE By Qty | Chief Eng/ Approval 
Prod Mgr nspector 


PAR #: Fault Category: l NCR: Yes No DQA: Date: 
Disposition: QA: N/C Closed: Date: 


Corrective Action Section B 


Initial Action Description Sign & 
Chief Eng Chief Eng Date 


` Picklist Print 


May 7, 2010 1:44:22 PM 


Page 2 


Work Order ID: 58490 


Parent Item: 


Parent Item Name: 


Comments: 


D205-634-041 
Replacement Skidtube 


IPP Rev:N 


02.08.280FP was OCS in Step 27; Added QC5 to Step 300KJ 


VA 
AG AGA 


IPPRevP 10.02.19 per PARO9-043 EC verified by:DD 
IPP Rev.O 06.02.28 Added paperwork 
IPP Rev:P 07-07-09 SS Wearplates & Gaskets JLM 


EC 


Start Date: 07/05/2010 
Start Qty: 1.00 


Required Date: 20/05/2010 
Required Qty: 1.00 


D2855 Manufactured No 200 Each 105.0000 1 
KL HAL 
Ca 
å Location Loc Qty Loc Code 
FP6 2 eee 
mest 2 dr 
ST026 103 Me ek 
50513 * 1 ee a 
ae å TI Pl fo -S-PS 
53791 54 
AN3-5A Purchased No 200 Each 963.0000 2 
OH OD HL 
Bolt 
° Location Loc Oty Loc Code 
ST350 / 963 
105057 963 pa) K /D- 525. 
AN960JDIOL No 200 Each 4,297.000 2 
KV INN HL | 
Washer 
Location Loc Qty Loc Code 
ST348 4297 
NET å 4297 Re j / /o- 25 
ALS7-1032-130 Purchased No 200 Each 17.0000 50 
KAR RR HUL | 
Insert 
r Location Loc Qty Loc Code 
ST282 17 FEE 
Olsd- le$a- 130 — ths GO, d == 325 
May 7, 2010 1:44:22 PM Shop Packet Print O Page 2 


Dart Aerospace Ltd 


WORK ORDER CHANGES 


7 
Approval 

DATE | STEP PROCEDURE CHANGE Chief Eng / Approval 

Prod Mar QC Inspector 


Part No: PAR #: Fault Category: NCR: Yes No DQA: Date: 


Resolution: Disposition: QA: NIC Closed: Date: 


rae Corrective Action Section B ere 
Description of NC — - — - Verification | Approval | Approval 
DATE | STEP Section Å Initial Action Description Sign & Section C Chief Eng | QC Inspector 
Chief Eng Chief Eng Date 


H:\fFORMS\Quality Assurance\approved OANCRWO RevE 


' Picklist Print 
May 7, 2010 1:44:22 PM 


Page 3 


Work Order ID: 58490 


D205-634-041 
Replacement Skidtube 


Parent Item: 


Parent Item Name: 


NG A 
KG GA SO 


Start Date: 07/05/2010 


Required Date: 20/05/2010 


Comments: IPP Rev:N002.08.280FP was QC5 in Step 27; Added QC5 to Step 300KJ Start Qty: 1.00 Required Qty: 1.00 
IPP Rev P 10.02.19 per PAR09-043 EC verified by:DD 
IPP Rev.O 06.02.28 Added paperwork EC 
IPP Rev:P 07-07-09 SS Wearplates & Gaskets JLM 
AN3C4A Purchased No 200 Each 1,939.000 50 
ON AD A O UI Hi 
BOLT 
Location Loc Oty Loc Code 
ST350 1939 
114103 501 
114108 300 
ey E 9 10595 
AN960CI0L . No 200 Each 0.0000 50, 
GA NKM 3H, HI j 
epee HAS UMAFICO 3326 No /t 4 200 Each 33.0000 1 foes) Di /O- d d 05 
ANA OG TT HA 
Gasket 
Location Loc Qty Loc Code 
33 . f 
md 33 AE Jo- 5-95. 
D3566-5 Manufactured No 200 Each 21.0000 1 
KA AA A HL 
Gasket 
Location Loc Qty Loc Code 
FPO15 21 
57526 1 EE EE Ee 
57682 20 | be /0-5 55, 


May 7, 2010 1:44:22 PM 


Shop Packet Print 


Dart Aerospace Ltd 


WORK ORDER CHANGES 


Approval Approval 


Prod Mar QC Inspector 


DATE | STEP PROCEDURE CHANGE _ Chief Eng / 


Part No: PAR #: Fault Category: NCR: Yes No DQA: Date: 
Resolution: Disposition: QA: N/C Closed: Date: 
. WORK ORDER NON-CONFORMANCE (NCR) 


l 
ee Corrective Action Section B NE 
Description of NC — - — - Verification | Approval | Approval 
| Chief Eng Chief Eng Date 


NOTE: Date & initi 


al all entries 


H:\fFORMS\Quality Assurance\approved QANCRWO RevE 


` Picklist Print 
May 7, 2010 1:44:22 PM 


Page 4 


Work Order ID: 58490 


KA AAN 
Bas ED AR AT 
Replacement Skidtube 


IPP Rev:NO02.08.280FP was QC5 in Step 27; Added QC5 to Step 30DKJ 


Parent Item: 


Parent Item Name: 


Start Date: 07/05/2010 


Required Date: 20/05/2010 


Comments: Start Qty: 1.00 Required Qty: 1.00 
IPP RevP 10.02.19 per PAR09-043 EC verified by:DD 
IPP Rev.O 06.02.28 Added paperwork EC 
IPP Rev:P 07-07-09 SS Wearplates & Gaskets JLM 
D3566-1 Manufactured No 200 Each 41.0000 2 
KANE ON HAN 
Gasket 
Location Loc Qty Loc Code 
= sms / : å a, Ke fo -2-25 
58182 -21 
D3564-11 Manufactured No ; 200 Each 9.0000 1 
AN GA HI 
Wearshoe 
Location Loc Qty Loc Code 
FPOI9 9 — 
57957 på 9 Él o D 25 
D3564-13 Manufactured No 200 Each ` 27.0000 1 
NAG AA. Ål 
Wearshoe 
Location Loc Qty Loc Code 
FP17 27 
6 HV 10-525 ~ 
57922 14 TSA ; 
May 7, 2010 1:44:22 PM Shop Packet Print Page 4 


Dart Aerospace Ltd 


WORK ORDER CHANGES 


DATE | STEP PROCEDURE CHANGE 


Part No: PAR t: 


Approval 
Chief Eng / 


Approval 
OC Inspector 


Fault Category: NCR: Yes No DOA: Date: 
Resolution: Disposition: QA: N/C Closed: Date: 


- Verification | Approval | Approval 
ae & Section C Chief Eng QC Inspector 
ate 


NOTE: Date & initial al! entries 


HAMFORMSVOuality Assurance\approved QA\NCRWO RevE 


` Picklist Print 
May 7, 2010 1:44:22 PM 
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Work Order ID: 58490 


D205-634-041 
Replacement Skidtube 


Parent Item: 


Parent Item Name: 


AOA BO 
AO OR IT 


Start Date: 07/05/2010 


Required Date: 20/05/2010 


Comments: IPP Rev:N002.08.280FP was QCS in Step 27; Added QC5 to Step 300KJ Start Qty: 1.00 Required Qty: 1.00 
IPP Rev P 10.02.19 per PAR09-043 EC verified by:DD 
IPP Rev.O 06.02.28 Added paperwork EC 
IPP Rev:P 07-07-09 SS Wearplates & Gaskets JLM 
D3564-9 Manufactured No 200 Each 22.0000 1 
KA AE A 
Wearshoe 
Location Loc Oty Loc Code 
FP 1 = 
55334 1 
FPO19 2 VP 
57685 tA : =f Ø- 5 725 ` 
57958 14 
D3564-5 Manufactured No 200 Each 7.0000 1 
LET HL 3 
Wearshoe på 
Location Loc Qty Loc Code 5 
um 58707 f WSOP 
34806 1 
FP19 6 
57525 1 EE Ee 
57729 5 
D2594-3 Manufactured No 200 Each 407.0000 16 
VANN AA HA) _ 
O-Ring, 205 Skidtube 
Location Loc Oty Loc Code 
FP ~ 407 


KE Bl /o-6-25 


May 7, 2010 1:44:22 PM 


Shop Packet Print 


Page 5 


Dart Aerospace Ltd 


WORK ORDER CHANGES 


| 
Approval 

DATE | STEP PROCEDURE CHANGE By Qty | chieteng/ | APProval 

Prod Mar QC Inspector 


Part No: PAR #: Fault Category: NCR: Yes No DQA: Date: 


Resolution: Disposition: QA: N/C Closed: Date: 


ae Corrective Action Section B re 
Description of NC — d — - Verification | Approval | Approval 
DATE STEP Section A Initial Action Description Sign & Section C Chief Eng QC Inspector 
Chief Eng Chief Eng Date 


H:\fFORMS\Quality Assurance\approved QA\NCRWO RevE 


` 
oe 


' Picklist Print 


Page 6 
May 7, 2010 1:44:22 PM 
Work Order ID: - 58490 KA aT A 
Parent Kem:  D205-634-041 in a 
Parent Item Name: Replacement Skidtube Start Date: 07/05/2010 Required Date: 20/05/2010 


Comments: IPP Rev:N002.08.280FP was QC5 in Step 27; Added QC5 to Step 300KJ Start Qty: 1.00 Required Qty: 1.00 
IPPRevP 10.02.19 per PARO9-043 EC verified by:DD 
IPP Rev.O 06.02.28 Added paperwork EC 
IPP Rev:P 07-07-09 SS Wearplates & Gaskets JLM 


D2594-1 Manufactured No 200 Each 382.0000 


AN NN “= IN 


Plug, 205 Skidtube 


Location Loc Qty Loc Code 
FP 382 
42807 112 


a 4 MERS. 


May 7, 2010 1:44:22 PM Shop Packet Print Page 6 
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Dart Er Ltd DE 
WORK ORDER CHANGES 
Approval | Approval 


DATE | STEP PROCEDURE CHANGE 


Part No: PAR #: Fault Category: NCR: Yes No DQA: Date: 


Resolution: Disposition: QA: N/C Closed: Date: 


Corrective Action Section B ae 
Description of NC - cae Verification | Approval | Approval 
pare ster Section A Initial Action Description Sign n & Section C Chief Eng QC Inspector 
Chief Eng Chief Eng Date 


NOTE: Date & initial all entries 


H:\fFORMS\Quality Assurance\approved QA\NCRWO RevE 


DART AEROSPACE LTD 


DRAWN BY 
TANG HAWKESBURY, ONTARIO, CANADA 
CHECKED, APPROVED DRAWING NO. l REV. D 
K D2580 SHEET 1 OF 3 
DATE TME SCALE 


A 96.09.16 | NEW ISSUE 
B 96.12.02 | AS MANUFACTURED 
98.08.26 | REDRAWN, INCLUDED DEO 9094/9097 


8 07.02.27 | CHANGE TO SS WEARPLATES AND 


GASKETS, INCLUDE DEO 9124/9183 


Description 


D2596 [205 WEB ENP INEERING oe 
1 D2855 AFT CAP CONTROLLED COP 
EE JE D3564-5 WEARSHOE seed TO AMENDMEN) 
MEE EN D3564-9 WEARSHOE gel OUT NOTICE 
D3564-11 WEARSHOE mod RK O DER, 
D3564-13 WEARSHOE VE YO 


ee 


2 | 2 D3566-1 [GASKET TN 
EE 


| 035665 [easket "| Z sfo- 07 
ALS7-1032-130 INSERT | 
or AELS-1032-130 pi 
[50 | 50 |  AN60CiL —|WASHER  — 
EAR 


or AKS7-1032-130 


[GASKET CSC 
EE HEN re eed 
or AKS4-1032-130 
2 


GENERAL NOTES: 


TOLERANCES ARE PER DART QSI 018 UNLESS OTHERWISE NOTED 

2) ALL DIMENSIONS ARE IN INCHES 

3) INSERT 02596 WEB TO LOCATION SHOWN OFF AFT END OF SKIDTUBE AND BOND 
WEB INTO OUTER TUBE WITH NON-STRUCTURAL SIKAFLEX-241 ADHESIVE PER 
DART QSI 015 BEFORE BENDING. ENSURE HOLES LINE-UP. 

4) BEND AS A SMOOTH RADIUS STARTING WITH A MAXIMUM CENTERLINE RADIUS OF 
60 AND ENDING WITH A MINIMUM RADIUS OF 30. A MAXIMUM REDUCTION OF 0.200 
IN DIAMETER IS ALLOWABLE IN THE BENT PORTION OF THE TUBE. 

5) USE DART DRILL TEMPLATE TD2577-205 TO LOCATE AND DRILL 20.297 HOLES FOR 
WEARSHOE INSERTS. INSTALL ALS7-1032-130 PER SECTION D-D (50 PLACES) AFTER 
FINISH. INSTALL AN3C4A BOLTS AND ANS60C10L WASHERS WITH SIKAFLEX-241/- 
291. 

6) WELDING TO BE DONE PER DART QSI 004. 

7) FINISH: 

SEE NOTES ON 

PAGE 2 FOR D2580-041 AND 

PAGE 3 FOR D2580-045 
8) INSERT D2594-1 PLUG CAN D2594-3 O-RING IN HOLES MARKED ‘P’ (BOTH SIDES OF 
TUBE) AFTER FINISH (16 PLACES). 


Copyright © 1996 by DART AEROSPACE LTD 


THIS DOCUMENT IS PRIVATE AND CONFIDENTIAL AND IS SUPPLIED ON THE EXPRESS CONDITION THAT IT IS NOT TO BE USED FOR ANY PURPOSE OR COPIED 
& OR COMMUNICATED TO ANY OTHER PERSON WITHOUT WRITTEN PERMISSION FROM DART AEROSPACE LTO. 


Dart Aerospace Ltd : 
W/O: WORK ORDER CHANGES 


Approval 
DATE | STEP PROCEDURE CHANGE Chief Eng / Approval 
Prod Mgr nspector 


s: 


Part No: PAR #: Fault Category: NCR: Yes No DQA: Date: 


Resolution: Disposition: . QA: N/C Closed: Date: 
WORK ORDER NON-CONFORMANCE (NCR) 


STEP Description of NC — Corrective ection - DEU å - Verification | Approval | Approval 
Section A Initial Action Description Sign & Section C Chief Eng QC Inspector 
Chief Eng Chief Eng Date 


NOTE: Date & initial all entries 


CR: 


I 


DATE 


H:\fFORMS\Quality Assurance\approved QANCRWO RevE 


DETAIL Å 
SCALE 5:24 


D2580—1 DRILLING DETAIL 


37.50: 
DISTANCE TO AFT END 


20.508 (TYP.) REFER TO DETAIL A 


(40 PLACES) 


57.313 (REF) 
7 EQUAL SPACES 
8.188 PITCH 


DETAIL B 

SCALE 5:24 

GRIND FLUSH (4 PLACES) 
ZS 


02576-3 STEP 
GRIND FLUSH 
ZS 


GRIND FLUSH 
IS 


LOCATION RIDGE 
ON UNDERSIDE 
OF D2576 


190.0 
(02500-1) 


40.208 
DRILL PRIOR TO 02855 CAP. 
INSTALLATION (2 PLACES) 


1.0 1,0 
DISTANCE BETWEEN HOLE OISTANCE BETWEEN HOLE 
AND TANGENT POINT AND TANGENT POINT 


AN3-SA BOLT (1) 
ANSGOJDIOL WASHER (1) 
(2 PLACES) 


02855 CAP: 


DYD Ke JATO D2580-041 ASSEMBLY DETAIL BERE 


BLACK ANTI~SKID TOP OF STEP 
BLACK ANTI-SKID TO 0.5 TO 0.5 ABOVE BOTTOM EDGE 
ABOVE LOCATION RIDGE 


SCALE 5:24 


02579 SPACER 
REFER TO DETAIL C 


AFTER DRILLING AND BENDING ASSEMBLY 035661 03566-5 D3566=1 DIS6G=13 
PERFORM THE FOLLOWING FOR 90.508 HOLES ONLY: i NE REN 
1. CHAMFER HOLE 0.050 X 45' : 
2. INSERT D2579 SPACER (20 PLACES) 
3. WELD INTO PLACE AND GRIND FLUSH 
4. C'BORE 02579 SPACER TO 60.437 X 1.00 DEEP 3564-11 
03564-5 MEE 03584-33 


AN3C4A BOLT (1) 
AN960C10L WASHER (1) 
(50 PLACES) 


02596 WEB (REF) 


ALS7-1032—130 (REF) 
(TYP 50 PLACES) 


i) FINISH: ACID ETCH, ALODINE PER DART QSI 005 4.1 PRIOR TO INSERTING D2596 WEB 
POWDER COAT ASSEMBLY GLOSS WHITE (REF. 4.3.5.1) PER DART QSI 005 4.3 
BLACK ANTI-SKID PAINT AS INDICATED PER DART QSI 005 4.4 


DRAWN BY 
COPYRIGHT @ 1906 BY DART AEROSPACE LID. of PH DART AEROSPACE LTD: 
age IT 7 DRAWING NO. REV. © 
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Dart Aerospace Ltd Pe 
WORK ORDER CHANGES 


Approval 
DATE | STEP PROCEDURE CHANGE Chief Eng / Approval 
Prod Mar nspector 


Part No: PAR #: Fault Category: NCR: Yes No DQA: Date: 
e Disposition: QA: N/C Closed: Date: 


Corrective Action Section B 


NOTE: Date & initial all entries 


H:fFORMS\Quality Assurancelapproved QANCRWO RevE 


DETAILE 
SCALE 5:24 


D2580—1 DRILLING DETAIL 


37.50: 
DISTANCE TO AFT END 
596 WEB 


ø0.508 (TYP.) REFER TO DETAIL E 


(40 PLACES) 


DETAL F 

SCALE 5:24 

GRIND FLUSH (4 PLACES) 
Z5 


7 EQUAL SPACES 
8.188 PITCH 


92576-3 STEP 
GRIND FLUSH 
LG 


GRIND FLUSH 
IS 


LOCATION RIDGE 
ON UNDERSIDE 
OF 02576 


(02500-1) 


(MAKE FROM D2580—1 DRILLING DETAIL) 


DETAIL G 
SCALE 5:24 


DRILL PRIOR TO Does one 
INSTALLATION (2 PLACES) 


ÅR 


SEAL WITH 
EA /-291 


1. 1,0: 
DISTANCE BETWEEN HOLE OISTANCE BETWEEN HOLE 
AND TANGENT POINT AND TANGENT POINT 


AN3—SA BOLT (1) 
ANS60JD10L WASHER (1) 
(2 PLACES) 


SEE NOTE ii) 


D2855 CAP. 


: lp Sy ‘PO, WELD AS PER DETAIL F 
W BLACK ANTI-SKID TOP OF STEP 


BLACK ANTI-SKID TO 0.5 TO 0.5 ABOVE BOTTOM EDGE 
ABOVE LOCATION RIDGE 


SECTION H=H | 
SCALE 5:24 Peay —— RRR 


C'BORE 
NO PLUG 


AFTER DRILLING AND BENDING ASSEMBLY D3566-1 D3566-5 D3566-1 3566-13 
PERFORM THE FOLLOWING FOR 00.508 HOLES ONLY: GERE Oa 
1. CHAMFER HOLE 0.050 X 45° 
2. INSERT 02578, SPACER (20 PLACES) 
3. WELD INTO PLACE AND GRIND FLUSH 
ALS7-1032—130 (REF) 4. C'BORE D2579 SPACER TO 90.437 X 1.00 DEEP \ 
(TYP 50 PLACES) J ; O3564—11 03564-5 EN 03884-13 


A AN3C4A BOLT (1) 
AN960C 10L WASHER (1) 
z (50 PLACES) 
i) FINISH: ACID ETCH, ALODINE PER DART QSI 005 4.1 PRIOR TO INSERTING D2596 WEB 
POWDER COAT ENTIRE ASSEMBLY GREEN (REF. 4.3.5.8) PER DART QSI 005 4.3 
BLACK ANTI-SKID PAINT AS INDICATED PER DART QSI 005 4.4 
ii) IT IS ACCEPTABLE TO GRIND Å RELIEF IN THE D2855 AFT CAP TO PREVENT INTERFERENCE 
WITH THE SPACER AT THIS LOCATION 


02596 WEB (REF) 
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DART DART AEROSPACE LI LTD. 


e LSA 
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Dart Aerospace Ltd 
. | W/O: WORK ORDER CHANGES 
D 


t 
Approval 
| STEP PROCEDURE CHANGE By | pate | aty | Chief Eng / Approval 
| Prod Mar nspector 


Part No: PAR #: Fault Category: NCR: Yes No DQA: Date: 


Resolution: Disposition: QA: N/C Closed: Date: 


Incr: o WORK ORDER NON-CONFORMANCE (NCR) 


NCR: 
nd Corrective Action Section B ye i 
Description of NC — d En f Verification | Approval | Approval 
Chief Eng Chief Eng _ Date 


IE 


NOTE: Date & initial all entries 
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AWS D17.1.2001 
QUALIFICATION TEST RECORD 


Name: 
Job number: — 
Part number: ` 
Description: DES -ki A Føre z 
Welding Process: Tia Migi ] 

Base materiel: HM uran 


Current: AC[ -f DCI I 


å Å TY 


TEST REQUIREMENTS AND RESULTS 


Visual: pass] falf ] 
Penetration: pass: falf ] 
UNACCEPTABLE 

Cracks: pass[,] fall | 
Undercut: passed fal ] 
Pin holes: pass(-] falf | 
Overlap (cold lap) passfT feil ] 
Porosity (surface): pass[ 4 faill | 
Coloration: _ ; pass 47 fail ] 


Date of Test Coupon fM.TX,53 


EE 


— på på rA Date of Test Coupon “=~ FE GT Es 


The above named individual is gualified in accordance with AWS D17.1.2001 to weld 


HAFORMSVProducHonapproved prod Welding Coupon Rev.A. 


